ч | | | | ` Dart Aerospace Ltd. 


| Date: Wednesday, 16/07/2008 8:55:20 AM 
User: Julie Lecocq 
Process Sheet 
ч 
Customer . 1 CU-DAROO1 Dart binc Services Drawing Name : 412 X-TUBE INST,LOW NARROW АЕТ 
Job Number : 40548 
Estimate Number — : 13211 i | 
Р.О. Митһег : а Part Number : D412664205TRN 
This Issue : 16/07/2008. 8.0. Мо. : „Drawing Number : 0412-664 -245 REV C 
Prsht Rev. : NC | Project Number : МА 
First Issue zh Type | : CROSSTUBES Drawing Revision : C 
Previous Run 140547  . | Мајепа! 2% Я 
Written Ву | Due Date : 21/07/2008 Qty: 1 Um: Each 
Checked & Approved By | 
Comment : EstRevA Мем Іѕѕие 08-03-06 DD verified by:ec 


EstRev B 08.04.02 Removed polish EC verified by: DD 
Additional Product 


Machine Or Operation: Description : 
1.0 D6009129 Crosstube Material 


Comment: Qty.: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
Pick: i 
Qty Partnumber Description Batch 
1 D6009-129 Crosstube frs) (534641: | 
Check OD = 3.500"; ID = 2.250" е o9 pg 13) 
MORI SEIKI MORI SEIKI CNC LATHE LARGE 


ІШ _ n 


Comment: MORI SEIKI CNC LATHE LARGE 


1-Fill tube with sand & install plugs DT8534 on both ends as per Folio ҒА690 


2-Turn first sidé as per Folio FA690 


=> File transition lines smooth. 


INSPECT ALL DIM TO DIM SHEET 


Comment: INSPECT ALL DIM TO DIM SHEET 
MORI SEIKI MORI SEIKI CNC LATHE LARGE 


Comment: MORI SEIKI CNC LATHE LARGE 


T 


1-Turn second side as per Folio FA690 


2- File transition lines smooth. 


. 3- Remove sand and plugs | | 
Раде 1 | | Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE SERENO) Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: МСК: Yes Мо БОЛ: Date: 


| QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 

Description of NC 

Section A 


Initial 
Chief Eng 


| 


| | 


NOTE: Date & initial all entries 


H:MFORMS'Quality Assurancevapproved QANCRWO RevD E 4 


лы сла ще чын шыда 
- | Date: + Wednesday, 16/07/2008 8:55: 20 AM 
нгег: 4 : Júlie Lecocq — 


Customer: CU-DAR001 Dart Helicopters Services · 


Machine Or Operation: 


Job Number: 40548 
Job Number: 


4-Scribe part # and batch # using vibrating stylus as per Dwg D412-664-245 


engrave on outside of tube) 


Process Sheet 
Drawing Мате: 412 X-TUBE INST, LOW NARROW АЕТ 


Part Number: D412664205TRN 


Description : 


Inside of R 


INSPECT ALL DIM TO DIM SHEET 


Comment: INSPECT ALL DIM TO DIM SHEET 


И 


e. Сф. 
SECOND CHECK 


йч" 9-5-1 WIN 


Comment: SECOND CHECK 
HAND FINISHING1 


HAND FINISHING RESOURCE #1 


Aen seo ПІ 


Comment: HAND FINISHING RESOURCE #1 


m Conversion Coat as per QSI 005 4.1 


INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


PACKAGING 1 


MILIA 


PACKAGING RESOURCE #1 


Отеп: HAND FINISHING RESOURCE #1 
Identify and stock in kanban rack 


Location: X- тезе, < кес 


ОС21 


Ши 


Comment: FINAL INSPECTION/W/O RELEASE 


TII 


Job Completion 


Page 2 


Form: rprocess 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
PROCEDURE CHANGE Жарық. Approval | 
Prod Mgr nspector |: 


* 


Part No: PAR #: Fault Category: NCR: Yes Мо БОЛ: Date: 
QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Verification 
Section C 


Approval 
Chief Eng 


NS Corrective Action Section B 
Description of NC Approval 
DATE | STEP КЫ Action Description сае 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


» 


{ 


H:MFORMS Quality Аззигапсећарргомед QANCRWO RevD ` і 


DART AEROSPACE LTD i Work Order: 


HOSO | 
[== арсы КАН ПЕКИН кырей 
Description: Сгозз бе Assembly (412 Low Narrow Aft Part Number: D412-664-245 
Бар ШЫ у тет ын аи ла у лч 
Inspection Dwg: О412-664-245__Веу: C | у У Раде 1011 . 


FIRST ARTICLE INSPECTION CHECKLIST - 
[x] First Article М Prototype 


Method of | 


i h . Actual 

з. 
[ 3256 |05050 8 Jo — 
«00080000 |2. чш | 
[ 31M  |*9005000 |5 [53 . 
+0.005/-0.000 |2 сез | 
+0.005-0-000_[ му | 
«0005-0000 |9 93, | 
«50050000 [Dg |7 
«60080000 12:04 — 
[ 263  |*005r000 D oi] | 
сос з= БИСЕР БЕН 
p eae cc e 
ЕНЕСИН с а с 
Кж т хз аллы тынын 
| 32596 | +0.005/-0.000 [3 Qj] | 
%0.005/-0.000 AU 
[2994  [*0005:0000 |2422 | 

ИШ 


2.855 +0.005/-0.000 | 2 4( № 
2.726 +0.005/-0.000 
а P 


2.612 +0.005/-0.000 12112 | 
2.612 +0.005/-0.000 | Q 1/9 | 
2.612 +0.005/-0.000 | 9 A9 | 


|. | Yogs | 
7 

Prototype Approval: 

вав NA | 


Approved 
КОО Е-Е) MA | 


Measured by: 


ч 


HAFORMSwQuality Assurancevapproved QA\FAIB Rev A - 


| DART AEROSPACE LTD 


DESIGN TORAWN BY 

| 47 47 HAWKESBURY, ONTARIO, CANADA 
CHECKED APPROVED DRAWING NO. "REV. C 
jt 0412-664-245 | ЗНЕЕТ 1 ОР 3 
DATE TITLE | SCALE 
07.03.29 CROSSTUBE ASS'Y (412 LOW—N AFT) wrs 


06.12.01 | NEW ISSUE 
SED в | 07.03.01 | СНС CUFF AREA, СНО RUBBER CUSHION 
07.03.29 | CHG RIVET AND RUBBER CUSHION 


PARTS LIST: 


| Qty | Part Number 
БЕДЕНИ 


Description 


ПЕН КЕН 
| X __| 0412-664-245 CROSSTUBE ASSEMBLY (412 LOW-NARROW АЕТ) . 
а =з ше с шс лу с, ы и Ерни аи MN! 
[ 2  1|02856-600-1009 ____ ABRASION STRIP _______ ______ 
| 2 10318931 — [CHAFINGSHIELD | 
| 2 __| 03595-063-570 ^ | RUBBER CUSHION |) 
ӘРМЕН правов. --____-____УОМРЕ — |. uno а —_ 
[== з» е. Ташы. „шышы ы шыган да алқаны LEEREN ш шс 
[2 |М52192050 ^ ^ | СІАМР(0КМ521920-50 7 ТА| 
Quat epu ннат ПЕН РЕП EE лтты 
А/К | MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 ADHESIVE 
(TEXTRON/BELL SPEC. 299-947-100, TYPE ІІ, CLASS 2 
ADHESIVE 
SIKAFLEX-241/-291 SEALANT (OR PROSEAL 890 OR MIL-S-8802 CLASS B2 
EALANT 


GENERAL NOTES: 


1) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
2) MATERIAL: MANUFACTURED FROM D6009-129 
FINISHED LENGTH = 123.59+0.020 (BEFORE BENDING/TRIMMING) 
3) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 
PAINT OUTSIDE PER DART 005 4.2 Б 
4) PART IS SYMMETRIC ABOUT CENTERLINE. 
5) RUN-OFF PART. BLEND OUT EDGE LONGITUDINALY, TRANSITION SHOULD BE SMOOTH. 
6) BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO 
BENDING IS 6% BASED ON O.D., EXCEPT UP ТО 10% 15 ALLOWED IN AREA NOTED. 
7) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 
8) SCRIBE DART PART NUMBER AND BATCH NUMBER IN THIS AREA WITH VIBRATING STYLUS. 
9) INSTALL D2856-600-1009 ABRASION STRIP WITH A 0.13 (REF) GAP ON BOTTOM SIDE OF 
CROSSTUBE PER QSI 035. | | | 
10) EXTREME CARE MUST ВЕ TAKEN ТО PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE | 
OUTSIDE SURFACE MUST ВЕ SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SHOP COP 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT . RETURN ТС 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE.  . ENGINEER 
11) APPLY A 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF 02896-1 
THAT WILL BE IN CONTACT WITH THE CROSSTUBE. LET CURE FOR 12 HOURS AFTER UNCONTROLLEDp 


12) INSTALL MS21920-30 CLAMPS (OR -32) WITH D3595-063-570 RUBBER CUSHIONS TO sECUREU THOUT 
D2896-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE м 
CROSSTUBE SUPPORT. 

13) TORQUE CLAMPS 80 ТО 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY мү) 
AND. THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. | 

14) INSTALL 03606-1 CUFF AFTER CHEMICAL CONVERSION COAT BUT BEFORE PAINT, WITH A 
LAYER OF SIKAFLEX-241/-291 OR PROSEAL 890 OR MIL-S-8802 CLASS B2 SEALANT BETWEE 
CUFF AND CROSSTUBE. SEAL EDGE OF CUFF TO ENSURE NO GAPS. 

15) TOUCH-UP HOLES WITH CHEMICAL CONVERSION COAT. 


Copyright & 2006 by DART AEROSPACE LTD. 
THIS DOCUMENT 15 PRIVATE AND CONFIDENTIAL AND 15 SUPPLIED ON THE EXPRESS CONDITION THAT IT IS МОТ.ТО BE USED FOR ANY PURPOSE OR COPIED 
OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


INSTALLATION AND PRIOR TO PACKAGING. ; BJECT TO AMENDMENT 


02856—600--1009 ABRASION STRIP (1) 


RELEASED : (ien ) 14.0" D3189—1 CHAFING SHIELD (1; INSTALLED OVER ABRASION STRIP) 
| orai 0 | 22.0 mm (357mm) . MS21920-28 CLAMP (2) 
(560mm) NO BEND TO END OF BEND . (2 PLACES PER CROSSTUBE) VAN AN 3 


ALONG BEND 


B 
a  -- | 


R102.0£1.0 02896-1 SUPPORT (1) ÁN АХ A 


11.8", 10% В 
03595-063-570 RUBBER CUSHION (2) 


CRUSHING OK 
A К30.0+1.0 : М521920-30 CLAMP (2) 
+2 4 
<> 5077. : С : 0.005 
У 14 3 * 90.386*9.908 THRU, 
ер 


KX AN "oE TO BE ALIGNED WITHIN 


+0.001 OF HOLE ON OTHER 
TRIM TO DIMENSIONS SHOWN SIDE; OF CUFF (ТҮР 2 SIDES) 


46.60+0.15 - D412—664—245 
47.93+0.13 


95.86+0.25 


53.04 (ВЕР) ————————— | 


106.08 (REF) 


APPLY MAGNOBOND 

; BETWEEN 02896-1 AND 

03606-1 CUFF (1) THE CROSSTUBE 
(2 PLACES PER 


ÁN ; SCALE 1:2 ; 
02896-1 
SUPPORT 


(REF) 
М521920-28 
HOLE TO BE ALIGNED CLAMP (REF) 


WITHIN 0.001 OF HOLE 
ON OTHER SIDE OF CUFF 


(TYP 2 SIDES) ниб: 03595-063-570 
RUBBER CUSHION 


VIEW. А-А; (UNDER CLAMP, REF) 


CUFF DETAIL 
SCALE 1:2 MS21920—30 
AN CLAMP (REF) 
DRILL #30 (22 PLACES, 90.128 REF), 
C'SINK HOLES $0.230x100', DESIGN DRAWN BY 
INSTALL CR3212-4—07 RIVET (22) COPIRIMT © 2008 BY DART AENOPNCE LTD. 42 
(2 PLACES PER CROSSTUBE) THIS DOCUMENT IS PRIVATE AND СОНПРЕКЋА_ | CHECKED APPROVED; f [DRANNG NO. 
OR COPIED OR COMMUNICATED DATE mE 
PERSON WITHOUT PERMISSION 
07.03.29 CROSSTUBE (412 LOW-NARROW AFT) аз 


: UNIFORM 
CONSTANT O.D. UNIFORM TAPER TAPER 
CONSTANT 
3 о. 
CUT OFF AFTER ` 


BENDING (REF) 


R100 : 
TRANSITION 


RUN OFF PART 


А WITH R100 


— 17.98+0.03 

23.47+0.03 
-- 29.00+0.03 
— 35.00+0.03 


© 
о 
о 
H 
о 
о 
+ 
| 


— 10.00+0.03 

— 13.95+0.03 
— 46.28+0.03 
— 49.76+0.03 


2.726+9995 2.855*8098 2.994*8.008 3.134*0008 3.256*0.008 


--0.000 
3.500: 
3.256*0008 (STOCK, REF) 


D412—664—245 MACHINING DETAIL 


RELEASED 


DESIGN DRANN BY > 
Кн с ЕТ ГЕНЕ Er 
THAT IT 15 NOT TO BE USED FOR ANY PURPOSE _ N | 52 Е; SHEET 5 ОР 3 
OR COPED ED OR COMMUNICATED TO ANY 


DATE р ТТЕ SCALE 
07.03.29 CROSSTUBE (412. LOW—NARROW AFT) 14 


